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June 26, 2009 12:39:33 PM ` 


Item ID: D3560-042 
Revision ID: D 


Item Name: Arm Weldment 


Start Date: 15/07/2009 
Required Date: 03/08/2009 


De rey SHB ү 


Work Order ID 48386- | 


Start Qty: 04 


Req'd Qty/8.00 


Reference: 

Approvals: Process Plan: Aw? 
QC: 

Sequence ID/ _ Operation m 

Work Center ID Description 

Draw Nbr — Revision Nbr- 

D3560 Rev D 

100 

LANA ca ad 

Bandsaw 


Jeaspa Bandsaw 


110 
ШОШ 
НАА$ 1 


HAAS CNC vertical machine #1 


.120 
ШЇ 
ac 


Quality Control 


Memo 


Cut blanks 16.750" long 


E 


Accept 


må! HA 
HAN 


Date: íð eov o^ 


HAAS CNC VERTICAL MACHINING #1 


Memo 


1- Mill as per Folio FA694 Rev: 
0.196" hole on manual mill as per dwg D3560: !3-Deburr per dwg D3560 


| 


QC2- Inspect parts off machine FAVFAIB M 0.00 


Memo 


Tooling: 
Date: SPC (Y/N): 
Set Up/ 

Run Hours 

mn 7 0.00 
0.00 1⁄4 

0.00 

0.00 


& Dwg D3560 Rev: 


0.00 


D LIUM 
OMA 


Cust Item ID: | 


Customer: 
Date: 
Date: 
Draw ‘Draw Plan 
Rev. Code 


Number 


! 2-C'sink 


/ 


Page I 


Setup Start ANN 
eo [ЇЇ 


me Ser (IIIA 
NE A 


Reject Reject Insp. 
Qty Number Stamp 


a. 


Work Order ID 48386 


June 26, 2009 12:39:33 PM 


Item ID: D3560-042 
Revision ID: D 

Item Name: Arm Weldment 
Start Date: 15/07/2009 


Required Date: 03/08/2009 Req'd Qty: 8.00 ||!!! WI Customer: 
Reference: 
Approvals: Process Plan: M Date: Tooling: 

QC: Date: |. .. SPC (YIN): 
Sequence iD/ Operation H Set Up/ | Draw | 
Work Center ID Description Run Hours Number 


130 
ШЇЇ 
QC 


Quality Control 


HA 


Large Fab 
Large Fab 


ПГ 


Quality Control 


Start Qty: 8.00 HAND Cust Item ID: 


QC8- Inspect parts - second check 0.00 / 
0.00 


Memo 


0.00 
Large Fab 


Memo 0.00 


1-Weld assembly as per dwg D3560i ‘STEP: l- clean material (buff bracket and 


bottom of arm with blue pad )!:2- set up bracket and arm on jig! 3- preheat 
bracket and arm with torchi }4- clean before welding with brush! :5- set up 
machine to 135 amps! 16- weld across 


QCS- Inspect part completeness to step on W/O 0.00 


Je Am 


Memo 0 


S NG REA 


Draw Plan — Accept 


PM o. oi of 
@ f 


Page 2 


Setup Stare JH 
e» JH 


Run Sert JMN 
S 
P AAN 


Reject Reject Insp. 
Qty Number Stamp 


f 


Work Order ID 48386 
June 26, 2009 12:39:33 PM 


Quality Control 


Ð 
` y HF LE A 


Page 3 


DC Ss Accept AO eto seere NA 
Revision ID: D 
Item Name: — Arm Weldmen stop ШЇЇ 
Start Date: 15/07/2009 Start Qty: 8.00 | Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 8.00 | WI Customer: 
Reference: 

| | | Run Stare ЙҮ 
Approvals: Process Plan: Date: Tooling: Date: 

QC: Date: _ SPC (YIN): Date: “eT 

Sequence ID/ Operation Se Set Up/ Draw Draw Plan Accept Reject | Reject ` Insp. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 QC9- Inspect visual per QSI004- Fusion Welds 0.00 
(ИШ! | © looo 
Q Memo 0.00 
Quality Control 
170 Chemical Conversion Coat per О$1005 4.1 0.00 2 L P 22 e Ð | 
ШЇ NAN É JOAS 
HandFinish Memo 0.00 
Hand Finishing 
180 QC3- Inspect Part Finish 0.00 , Ji KÐ d 
KA =) 18-01-12 
QC Memo 0.00 


Work Order ID 48386 KA ON 


June 26, 2009 12:39:33 PM 


Item ID: D3560-042 
Revision ID: D 
Item Name: Arm Weldment 
Start Date: 15/07/2009 Start Qty: 8.00 TINI Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 8.00 TUAM Customer: 
Reference: 
Approvals: Process Plan: : Date: __ . Tooling: 
QC: Date: _ .  SPC (Y/N): 
Sequence ID/- Operation. E | Set Up/ Draw 
Work Center ID Description Run Hours Number 
190 0.00 
ШШ ш 
Small Fab Memo 0.00 
Small Fab I -Press bushing in D3560 arm per dwg D3562 
200 QC5- Inspect part completeness to step on W/O 0.00 
ШЇЇ DS eu 
Qc Memo 0.00 
Quality Control 


210 
ЇЇ ШЇЇ 


ackaging 
Packaging 


Accept UAR 


Identify as per dwg & Stock Location: ( AJ 4 0.00 


SAD 
[0- oi - 14 


Memo 0.00 


Page 4 


Sew Start | (| 
e» | ЇЇ 


Run Stare ШЇЇ 
“PYM 


| ` Accept Reject Reject Insp. 


Qty Number Stamp 


TJ 


PD 


wes (2. 


"Work Order ID 48386 
June 26, 2009 12:39:33 PM 


Item ID: D3560-042 

Revision ID: D 

Item Name: Arm Weldment 
Start Date: 15/07/2009 Start Qty: 8.00 HM 
Required Date: 03/08/2009 Req'd Qty: 8.00 |!!! 
Reference: 
Approvals: Process Plan: Date: _ 

ac: | Date: 

Sequence ID/ Operation " 

Work Center ID Description 

220 QC21- Final Inspection - Work Order Release 
ГЇЇ 

QC Memo 

Quality Control 


ШЇЇ pages 


Accept 


Tooling: 
SPC(Y/N): 
Set Up/ 


Run Hours 
0.00 


0.00 


AN seee store IU 
stop HHK 


Cust Item ID: 
Customer: 


Date: Run See HAD 
ne ШШ 


_ Draw _ Draw Plan Accept Reject Reject ~ Insp. 
Number Rev. Code Qty Qty Number Stamp 


Oo qola R 


MIF 
[6-|-4 4 


Picklist Print Page 1 
: gel. 
June 26, 2009 12:39:32 PM ae 


| 
Work Order ID: 48386 KAN EA 
Parent Item:  D3560-042RevD AA AAS OD ONI 
Parent Item Name: Arm Weldment Start Date: 15/07/2009 Required Date: 03/08/2009 
Comments: Start Qty: 8.00 Required Qty: 8.00 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unitof Qtyon Remaining Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty To Pick Issued Issued 
D2808RevB Manufactured: No 100 Each 0.0000 8.0000 
AA UO O NT MM 446738 /о-/-иә y 
Bushing 


M6061T6B0.500X05.00 Purchased No 140 f 0.0000 117474 


Г OAA O TLES d ШШ E 2.27 


6061-T6 Bar .500 x 5.00 


D3592-IRevB Manufactured No 190 Each 0.0000 8.0000 
OG TTD D | | "A TUN 
MM x 3457 <p M Arad 


å Dart Aerospace Ltd. 


Pate: ` Monday, 08/06/2009 9:24:25 AM 
User: Julie Dawson 


Process Sheet 


Customer : CU-DAROO1 Dart Helicopters Services . Drawing Name 
Job Number : 48386 
Estimate Number — : 12882 
P.O. Number : Part Number : D3560042 
This Issue : 08/06/2009 S.O. No. : Drawing Number — : D3560 REV D 
Prsht Rev. : NC ` Project Number — : N/A 
First Issue dl Type =: MACHINED PARTS Drawing Revision : D 
Previous Run : 47864 Material : 
Written By : Due Date : 15/06/2009 
Checked & Approved By : UD 04-08 OX | 
Соттепї : EstRev:A New Issue 07.05.24 ЕС 

est rev B ECN 987 07.10.09 ` EC verified by: DD 

EstRev:C ECN1048 07-12-18 DD verified by: EC 


Additional Product 


add | [||| | I| 
Machine Or Operation: Description : 
1.0 M6061T6B0500X05000 6061-T6 Bar .500 x 5.00 


Comment: Qty: — 1.4648 f(s)/Unit Total: 11.7180 f(s) 


6061-T6 Bar 0.50" x 5.00" | | 
- Batch: 215 | Å M leshi {у 


ВАМО SAW BAND SAW 


"m __ ШШ 


Comment: BAND SAW 
Cut blanks 16.750" long 
HAAS1 HAAS CNC VERTICAL MACHINING #1 


tl NNNM Hd 


Comment: HAAS CNC VERTICAL MACHINING #1 


1- Mill as per Folio FA694 Rev: b & Dwg D3560 Rev: D 


2-C'sink 0.196" hole on manual mill as per dwg D3560 


3-Deburr per dwg D3560 


E MN 


Comment: |NSPECT PARTS AS THEY COME OFF MACHINE ke 


INSPECT PARTS AS THEY COME OFF MACHINE 


Form: rprocess 


Dart Aerospace Ltd ` 


WORK ORDER CHANGES 


DATE 


STEP 


Part No: D2560-OU1D- part: SA Fault Category: (^ C^ © Nor: (Ved No DQA: 
Disposition: _ SÆ EA Q QA: N/C Closed: 


Resolution: Ska ç 


PROCEDURE CHANGE 


ven: 18399 


DATE | STEP Description of NC 
Section A 


Clarins, Nel es ae JAN 
DAS Ge > 
R cene b iri 


де бла, mat Pudor 


Morr 3.0 


Nie ONS hosts 


Corrective Action Section B 
Initial Action Description 
Chief Eng Chief Eng 


Cereal MD te 


NOTE: Date & initial all entries 


HMFORMSVQuality Assurance\approved QANCRWO RevE 


-Pard uses carvecdly setup, 
enl 1 usa d Be H. 


ae a 


WORK ORDER NON-CONFORMANCE (NCR) 


Sign & 
Date 


«олу 


senio 


: 


GI 
] x 
/ ] 


Verification 
Section C 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


AY Date: _ (0:20: 19 


Date: (© 


Approval | Approval 
Chief Eng QC Inspector 


MA 


SCC 


Date: ` Monday, 08/06/2009 9:24:26 AM 


User: `` Julie Dawson | 
Å | j Process Sheet 
. Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: ARM 
Job Number: 48386 | Part Number: 03560042 
Seq. #: achine Or Operation: Description : 


SECOND CHECK 


E 


Commept: SECOND CHECK 
D35921 


NANI | V 


Comment: Qty: — 1.0000 Each(s)/Unit Total: 8.0000 Each(s) 07.72 ` 249 
` PLATE AY ‘ 
LARGE FAB 1 LARGE FABRICATION RESOURCE 1 


Comment: LARGE FABRICATION RESOURCE 1 


1-Weld assembly as per dwg D3560 


STEP: < 
1- clean material (buff bracket and bottom of arm with blue pad ) Á 

2- set up bracket and arm on jig 

3- preheat bracket and arm with torch M 

4- clean before welding with brush/Z . 


5- set up machine to 135 amps 4 р 
6- weld across bottom and top vd 


7- reheat with torch ( 65 deg C ) 
8- on one side weld from bottom to top half way 


9- same for other side (half way) 7 
10- from half way point weld the rest of the first side (ease off pedal near end) A 


11- same for remaining side (ease off pedal near end) P, 


INSPECT WORK TO CURRENT STEP 


2 
5 
L 


Comment: INSPECT WORK TO CURRENT STEP 


VISUAL WELDING INSPECTION 


( X 
9 


Comment: VISUAL WELDING INSPECTION 


Form: rprocess 


“ч a's Т 


Dart Aerospace Ltd 


| W/O: | WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 
Prod Mgr nspector 


` 
NÆSS 


SNU 
Part No: D 350-OUD— PARF pt Fault Category: Lanse Сей» __  NCRÍYes No DQA: D- Date: 10: 01.19 
-- " E 
Resolution: Ro -wta Disposition: [> EIS QA: N/C Closed: på Date: jo [oz h ( 


NCR: UGDQL; WORK ORDER NON- CONFORMANCE (NCR) a 


Description of NC = Verification ‚ Approval | Approval 
DATE | STEP Section A Initial Sign & Section C Chief Eng | QC Inspector 
Chief Eng e 


| vem eviechel on bs usate 
Rua Pwd, 


Sd 140 


Slua 6S OF 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurancelapproved QANCRWO RevE 2S 


Date: ` _ Monday, 08/06/2009 9:24:26 AM 
User: ` _ Julie Dawson 
: Å Process Sheet 


Customer: CU-DAROO1 Dart Helicopters Services Drawing Name: ARM 


Job Number: 48386 Part Number: D3560042 


kikk 


Machine Or Operation: — . Description : 
HAND FINISHING 1 HAND FINISHING RESOURCE #1 


Comment: HAND FINISHING RESOURCE #1 
Chemical Conversion Coat as per QSI 005 4.1 
INSPECT POWDER COATICHEMICAL E 


| å 


Comment: INSPECT POWDER COAT/CHEMICAL CONVERSION 
D2808 Bushing 


Comment: Qty: — 1.0000 Each(s)/Unit Total: OS Oe 
Spacer 
SMALL FAB 1 


Comment: SMALL & MEDIUM FAB RESOURCE 1 
1-Press bushing in D3560 arm per dwg D3562 


5 


Comment: INSPECT WORK TO CURRENT STEP 
PACKAGING 1 PACKAGING RESOURCE #1 


Comment: PACKAGING RESOURCE #1 
Identify and Stock 
Location: 
QC21 FINAL INSPECTION/W/O RELEASE 


Commghnt: FINAL INSPECTION/W/O RELEASE 


V 


Form: rprocess 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE Chief Eng / Approval 


Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 
Resolution: ___ Disposition: QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


DATE 


STEP Description of NC = Corrective Action _ Section B Å Verification | Approval | Approval 
Section A Initial Action Description Sign & Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


í . 


DART AEROSPACE LTD [ec O Work Order: [МО | 
EEE | VEG ee ee деу чет 
| Description: Am AP | Part Number: | D3560-2 | 


FREMSTE 32.2 EEG GS tg лт ee 
Inspection Dwg: D3560 Rev: O | |. Page 1 of 1 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article [| Prototype 


Drawin Actual 
я То!егапсе Method of Comments 
Dimension Dimension Inspection 
Ø0.507 +0.000/-0.001 Y me 


Ø0.196 +0.005/-0.001 | .|Q, 
Ø1.000 +0.010/-0.001 | / OG 
: > 


z (2 


0.500 */-0.010 
0.250 */-0.010 
0.275 */-0.010 


j 


" 


200 | wee |. 
| 


ii 
Q 
LETS 


O 
Å 


Audited by: 


1 
: 


[Rev | Date | Change —  — => .— &— à  —  — —  — | Approved 
07.01.17 KJ/JLM Ex 1 


| B | 07.06.13 | Dimensions updated per Dwg Rev B KJ/JLM "im fz |. 


H:\FORMS\Quality Assurance\approved QAYFAI revD 
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D3592-1 PLATE D3560-1 ARM 


A 


D2808 SPACER, 
PRESS FIT AFTER 
ALODINE 


D2808 SPACER, 
PRESS FIT AFTER 
ALODINE 


эма 


D 
OL nu. SAN 
ZIS 

> 


m 
4x 
N 


AdQ € 


e 
z 
=j 
= 
© 


MG ON LOOBLLUA 
ORERE NA 


UNAN OL Loar. 


= 
zm 
NOTES: - 

1) MATERIAL: N/A 


2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.23 Ibs (TYP) 

8) WELDING: PER DART QS! 004 


PARTS LIST 


02808 SPACER, 
PRESS FIT AFTER 
ALODINE 


3560-042 ARM WELDMENT 


D3592-1 PLATE 
D2808 SPACER, : 


PRESS FIT AFTER 
ALODINE 


D3560-044 ARM WELDMENT 


Ð vam 


DETAIL B 
SCALE 1:2 


03560-041 


07.11.16 
DESCRIPTION CP 07.06.19 
ARM WELDMENT 


D3560-042 


D3560-043 


D3560-044 


ARM WELDMENT CP 06.09.25 
ARM WELDMENT ` 


DART AEROSPACE LID 


HAWKESBURY, ONTARIO, CANADA 


I DRAWING NO. 


D3560 Bii 


SHEET 1 OF 5 
TITLE 


D3592-1 


SCALE 
ARM WELDMENT 


1:4 


COPYRIGHT © 2006 BY DART AEROSPACE LTD 
тиз DOCUMENT t$ PRIVATE AND CONFIDENTIAL ON THE EXPRESS CONDITION THAT IT $ 
MOT TO BE USED FØR ANY PURPOSE ОА COPIED OR COMMALBACATED TO ANY OTHER PERSON YITHOUT. 
MITTEN PERMISSION FROM DART AEROSPACE LTD. 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2.49, 
SEE VIEW C-C 


§.631 


г” Cc 
RO.030 
2.463 


t 

1 

| RO0.030 
' 
' 


0.210 
0.000 ! 


Ø 1.000 THRU 
(TYP 7 PLACES) 


)M 
LIM 


JON LNOHL 
JOHLNODNN 


v OL afans 
ONTASNIONS 


IT 


OL NU Ln 
AdOO dOHS 


DU 


ал 
ANNONA 


AdO 


0.250 


0.275 


R0.35 (TYP) es 
R0.40 


R0.13 (TYP) 
(POCKETING RAD) 


R2.00 
19.7* 


0.196 (DRILL #9 REF) 
C'SINK @0.385x100° 


>Ó 0280 peer rac 


R0.49 


R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 


R0.75 


" +0.000 
C'BORE 60.507 0 001 


R0.375 


0.500 
R0.032 


AT BASE OF C'BORE 


D3560-1 ARM WELDMENT 
NOTES: 


1) MATERIAL: 6061-T6 (OR 6061-T651/16510/T6511/T62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC. M6061T6B0.500) 
2) FINISH: NONE 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 Ibs 


EW C-C 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 
DRAWING NO. 


D3560 


ARM WELDMENT 


COPYRIGHT © 2006 BY DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IÐ SUPPLIED ON THE EXPRESS CONDITION THAT IT E 
MOTTO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON 
VATTEN, 


ART AEROSPACE LI 


4 
R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
0.188 


0.250 
C'BORE 0.507 0-000 


Z^ 0.275 

-0.001 

0.250 DEEP FROM S RO.35 (TYP) 
THIS SIDE 


R0.375 


R0.40 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2.4°, 
SEE VIEW D-D 


D3560-2 ARM 


NOTES: 


М 1) MATERIAL: 6061-T6 (OR 6061-Т651/Т6510/Т6511/Т62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/41 16) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
(REF. DART SPEC. M6061T6B0.500) 
2) FINISH: NONE 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) UNITS: INCHES UNLESS OTHERWISE NOTED c 
5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 tbs 


RO.13 (TYP) 


(POCKETING RAD) 
AT BASE OF C'BORE 


R4.00 


Ø 1.000 THRU 
(TYP 7 PLACES) 


ON 
LLSA 
o 
girans 
ZNN 
BE 


0.375 


(d 


VIEW D-D 


11103 


ману OL Ë: 
ONDITNE 


JLLON LOE 


SCALE 1: 1 
DART AEROSPACE LTD A 
HAWKESBURY, ONTARIO, CANADA 
DRAWING NO. 

- | —103560 

go jarrnoven | Ting? TITLE 
32 Q ; ARM WELDMENT 

2 3 DATE 07.11.16 

8 7 6 5 


f 


did 


DIJON HX )HLUA 


JNSIACINGINV 


OL agns 


LNOONN 


AVION 


A402 Å 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2.49, 
SEE VIEW E-E 


ANIONS 
OL NANETA 
A JOD dOHS 


ONS 


R0.13 (TYP) 
(POCKETING RAD) 


CONSTANT TAPER 


JE 1.702 TO 1.750 


Ø 1.000 THRU 
(TYP 4 PLACES) 


Ø 0.900 THRU 
(1 PLACE) 


Ø 0.196 (DRILL #9 REF) 
C'SINK @0.385x100° 


C'BORE $0.507*0.000 


-0.001 
0.250 DEEP FROM 
THIS SIDE 

O 


D3560-3 ARM 


NOTES: 
1) MATERIAL: 6061-T6 (OR 6061-T651/T6510/T6511/T62) BAR, 0.500 THICK 


PER AMS-QQ-A-225/8 (OR AMS 4117/4128/4115/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 


(REF. DART SPEC. M6061T6B0.500) 
2) FINISH: NONE 


3) TOLERANCES: PER DART QS! 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 


5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 
6) IDENTIFICATION: N/A 


7) WEIGHT: 1.05 Ibs 


AT BASE OF C'BORE 


DART AEROSPACE LTD 


HAWKESBURY, ONTARIO, CANADA 


DATE 


07.11.16 


+0.000 
C'BORE 60.507 0001 
0.250 DEEP FROM 


THIS SIDE 


AT BASE OF C'BORE 


М 


VTIOULNOONN 


ONDIJANIÐNA 
озон 


AJON JNOHLIM 
INJWUANANY OL LXdrans 


AdO02 Å 


R0.30 (TYP ALL OUTSIDE CORNERS EXCEPT WHERE INDICATED) 
0.188 (TYP) 


0.250 
275 (TYP) 


R0.35 (TYP) 
R0.40 


RO.13 (TYP) 
(POCKETING RAD) 


1.750 CONSTANT TAPER 
hn FROM 1.702 TO 1.750 


Ø 0.900 THRU 
(1 PLACE) Ø 1.000 THRU 
(TYP 4 PLACES) 


Ø 0.196 (DRILL #9 REF) 
C'SINK @0.385x100° 


PROFILE TO MATCH 
D3592-1 PLATE, 
MACHINE AT 2.4°, 
SEE VIEW F-F 


D3560-4 ARM 


NOTES: 
1) MATERIAL: 6061-T6 (OR 6061-T651/T6510/T6511/T62) BAR, 0.500 THICK 
PER AMS-QQ-A-225/8 (OR AMS 4117/4128/41 15/4116) OR 
PER AMS-QQ-A-200/8 (OR AMS 4160) 
Å (REF. DART SPEC. M6061T6B0.500) 
2) FINISH: NONE 


3) TOLERANCES: PER DART QSI 018 UNLESS OTHERWISE NOTED 
4) UNITS: INCHES UNLESS OTHERWISE NOTED 

5) BREAK SHARP EDGES: 0.005 TO 0.015 MAX 

6) IDENTIFICATION: N/A 

7) WEIGHT: 1.05 Ibs 


SCALE 1: 1 


HAWKESBURY, ONTARIO, CANADA 


4 REV. D 
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